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El Continuation Sheet Attached 

Brief Description of Arguments to be Presented: 

The attached proposed amendments to the claims overcome the rejections of claims in (1) and (4) above. Further 
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1 (Currently Amended) A tire manufacturing method for tires in plural sizes chosen 
from a group of sizes specified in advance, the method comprising: 

molding a green tire by assembling aJ^feetire component m e mbers m embers,, of the 
green tire specified in advanc e advance, one by one as one t«#t -assembly in an assembling 
sequence specified in advance, wherein the members and the assembling sequence of the tire 
manufacturing method include at least two combinations of green tires in different sizes chosen 
from said group of sizes, 

disposing a carcass band and two bead cores on a molding drum which has a bead 
lock portion, the molding drum having a diameter that can be expanded or reduced in a toroidal 
shape, 

locking the bead cores with the bead lock portions, 

repeatedly moving the molding drum between stations of a molding system having a 
plurality of working stations at a predetermined tact time, where the tact time is a sum of an actual 
working time and an idle time for each of the plurality of working stations, 

expanding the diameter of the molding drum, toroidally extending the carcass band 
between the bead cores, rolling up a side portion of the carcass band around the bead cores outward 
in a radial direction, 

assembling tir e compon e nt m e mbors, including a belt member and a tread 
mcmbor T member with the bead cores locked to the molding drum and molding the green tire, 

reducing the diameter of the molding drum, unlocking the bead cores, and removing 
the green tire from the molding drum, 

the method further comprising measuring, for one cycle, a waveform, which is a 

change in a circumferential direction of a radial distance from a central axis of rotation of the 
molding drum of an inflated carcass band, of the radial run-out of the carcass band inflated and 
deformed in the toroidal shape to adjust a disposure of the carcass band and the bead cores such 
that a phase f of a primary harmonic component and an amplitude Y of the waveform are cancelled 
out. 



PAGE 216 * RCVD AT 112012010 5:49:51 PM [Eastern Standard Time] ' SVR:USPT0-EFXRF-6/1 6 * DNIS:2731220 ' CSID:703 836 2787 * DURATION (mm-ss):01-14 



01 /20/2010 1 7:46 FAX 703 S36 27S7 



OLIFF & BERRIDGE , PLC 



11003 



wherein the foregoing steps are repeated to continuously mold green tires in mixed 
plural-stBes r sizes, and 

wherein the tire component members c om prise the carcass band, the tw o bead cores, 

the belt member and the tread member^ 

2. (Currently Amended) A tire manufacturing method according to claim 1 , wherein, 
in forming said carcass band, said carcass band is assembled onto a cylindrical molding dram to 
form the carcass band at working stations corresponding to an inner liner member and a carcass 
member, respectively, and then, the carcass band is removed from the cylindrical molding drum, 
and 

in molding said green tire, after said process for rolling up the side portion of the 
carcass band on the molding drum, a bolt momber, athe belt member, the tread member and a 
sidewall member are assembled at respective corresponding working stations. 

3 . (Previously Presented) A tire manufacturing method according to claim 1 , wherein 
at least one of said tire component members to be assembled at one of said working stations is 
comprised of one type of member element specified in advance and common to said group of sizes, 
and the green tire is molded by assembling the member element by an amount specified in advance 
for each tire component member for all the sizes in said group. 

4. (Previously Presented) A tire manufacturing method according to claim 3, wherein 
at least one of said tire component members has a rubber ribbon made of a predetermined material 
continuously extruded through a die with a predetermined sectional shape as said member element, 
the rubber ribbon is wound on a cylindrical or a toroidal molding drum in a spiral shape and is 
laminated in the predetermined sectional shape, and the tire component member is assembled. 

5. (Previously Presented) A tire manufacturing method according to claim 3, wherein 
at least one of said tire component members has a continuous sheet with a predetermined width 
made of a predetermined material as said member element, the continuous sheet is cut into a length 
specified in advance according to a size, creating narrow pieces in a number predetennined for each 
size that are joined to each other so that cut-off faces of the narrow pieces are aligned in a 
circumferential direction on the molding drum, and the tire component member is assembled. 
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6. (Currently Amended) A tire manufacturing method according to etaam^claimjl 
wherein fl^refl dthe tire component members further com p rise a sidewall member and the tread 
member and a siiWal l trie tread member and the sidewall member are included in thetire 
component members having aHrabher the rubber ribbon made of a - prodotormin e dtbe predetermined 
material continuously extruded through a^ihedie with a - prcdotorminedthe predetermined 
sectional shape as said member element, the rubber ribbon is wound on a cylindrical or a toroidal 
molding drum in a spiral shape and is laminated as-said to form, said member element, and an inner 
liner member, a carcass member and a belt member are included in tire component members having 
a continuous sheet with a predetermined width made of a predetermined material as said member 
element, the continuous sheet is cut into a length specified in advance according to a size, creating 
narrow pieces in a number predetermined for each size that are joined to each other so that cut-off 
faces of the narrow pieces are aligned in a circumferential direction on the molding drum as-sa4dto_ 
form said member element. 

7. (Previously Presented) A tire manufacturing method according to claim 3, wherein, 
as for at least one tire component member, said member element is directly assembled onto a 
cylindrical or a toroidal molding drum. 

8. (Previously Presented) A tire manufacturing method according to claim 3, wherein, 
as for at least one tire component member, said member element for a single tire is combined and 
then, the combined member element is assembled on a cylindrical or a toroidal molding dnrm. 

9. (Previously Presented) A tire manufacturing method according to claim 1, further 
comprising: 

determining a shortest idle time, which is the shortest of the idle times for each of 
the plurality working stations, and 

changing the tact time in advance so that the shortest idle time becomes shorter. 

10. (Currently Amended) A tire manufacturing method for tire s in plural sizes chosen 
from a group of sizes specified in advance, the method comprising: 

molding a green tire by assembling tire component members, of t he green tire 

specified in advance, one bv one as one assembly in an assembling seq uence specified in advance^ 
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wherein the members and the assembl y sequence of the tire manufacturing method include at . 
least two combinations of green tires in diffe re nt sizes chosen from said group of size s, 

dis posing a carcass band and two bead cores on a molding drum which has a bead 

Inr.k portion, the molding drum having a diamete r that can be expanded or reduced in a toroidal 
shape. 

locking the bead cores with the b ead lock portions. 

repeatedly moving the molding drum between s t ations of a molding system having _a 

plurality of working stations at a predetermined tact time, where the tact time is a sum of an actual 
working time and an idle time for each of the plurality of working station s, 

expanding the diameter of the moldinp drum, toroi dallv extending the carcass band 

between the bead cores, rolling up a side portion of the ca r cass band aroun d th e bead cores outward 
in a radial direction. 

assembling a belt member and a tread member with the bead cores locked to t he 

molding drum and molding the green lire.. 

reducing the diameter of the molding drum, unlocking the be ad cores, and removing 

the green tire from the molding drum. 

A tiro manufacturing method according to claim 1, tho m e thod further comprising tho stops of: 

determining a correlation of a circumferential phase and an amount of relative 
displacement or angular displacement between a center of axis of the carcass band and a center of 
axis of the baad- bead core, with an amplitude of a primary harmonic component of a radial run-out 
of the green tire; 

constructing a molding system so that a setting position or an angle of the bead core 

can be controlled; 

measuring the radial run-out of a first green tire for one cycle; 

using a result thus measured to control the setting position or the angle of the bead 
core with respect to a subsequent green tire to be molded so as to cancel the primary harmonic 
component of the radial run-out and reduce the radial run-out of the green la^rtire* 
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. wherein the foregoing steps are repeated to continuously mold green tires in mixed 

plural sizes, and 

wherein the tire compon ent members comprise the carcass hand, the two bead cores. 

die belt member and the tread member. 

1 1 . (Previously Presented) A tire manufacturing method according to claim 1, wherein 
vulcanization of the molded green tires is started sequentially at said predetermined tact time and 
vulcanization of the tires is finished at said predetermined tact time. 

12. (Previously Presented) A tire manufacturing method according to claim 1, wherein 
inspection of the tire is started at said predetermined tact time. 
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